Introduction
Procedures of statistical quality control are traditionally attributed to two main areas: acceptance sampling and statistical process control. The main aim of the oldest procedures of acceptance sampling, known as acceptance sampling plans, is to inspect certain items (products, documents, etc.) submitted for inspection in lots or batches. First acceptance sampling plans, proposed by one of the fathers of SQC, Harold Dodge, were designed for the inspection of lots submitted in sequences (lotby-lot inspection). The only aim of those plans, known as Dodge-Romig LTPD plans or Dodge-Romig AOQL plans, was to "screen" the inspected series of lots, and to reject lots of supposedly "spotty" quality. In case of stable production processes, i.e. processes characterized by constant probabilities of producing nonconforming items, high quality requirements can be achieved by occasional screening of rejected lots The concept of the acceptance sampling of lots submitted for inspection either in series or in isolation is typical of commercial activities of producers and consumers. Therefore, acceptance sampling plans, in contrast to control charts -the most popular tools of SPC -are mainly used for inspection of final products. This raises questions about their usefulness, as the real quality of a product is built-in during a production process. Therefore, one could ask a question about the possibility of using acceptance sampling procedures during the production process. The affirmative answer to this question was given by Harold Dodge (1943) , who introduced continuous sampling plans. The idea behind these statistical procedures is exactly the same as in original acceptance sampling plans for lot-by-lot inspection, i.e. to "screen" production processes, but not only at their final stages. The same idea had motivated Wald and Wolfowitz (1945) , who, at the same time, proposed other statistical procedures used for screening of continuous production processes. One of the most widely used qualities of control tools is the Acceptance Sampling Plans. Acceptance Sampling Plans determines the the "Sample Size" and Criteria for accepting or rejecting a product or batch based on the quality of a sample, using Statistical principles. Difference types of techniques are employed by industries mainly manufacturing of Bullets, Crackers, Bulbs, and Batteries and so on, where 100% inspection is not possible. Sample provides one rational means of verification that a production lot conforms to the requirements of technical specifications. 100% inspection does not guarantee 100% compliance and is too time consuming an costly. Rather than evaluating all terms or products, a specified sample is taken, inspected or tested, and a decision is made about accepting or rejecting the entire production lot. Usually defer from time to time and also. In previous research the term "quality" defines in different dimensions, particularly with regards to consumer point of view, system designer's point of view etc. Particularly in consumer's point of view durability, safety, low-cost, the degree of satisfaction etc are the major characteristics which determine the quality of a product. Where as in producer's point of view the degree of profit and the degree of low cost of production are the major properties that determine the quality. The term quality is closely associated with reliability of the product. In most of the qualitative characteristics study, the quality of characteristics is related to many factors such as raw material used management, machinery and product life time. In order to study the quality of a product based on the product life time, many sampling procedures have been developed. It is very difficult to observe a highly reliable product within available experimental time duration. Therefore it is a DOI: 10.9790/5728-1302010112 www.iosrjournals.org 2 | Page common practice to truncate the experiment time during the implementation of sampling process, if no failure occurs within the experimental time period (or) the number of failures exceeds the specified number. The ordinary acceptance sampling plans for different distributions have been developed by many researcher including R.R.L. Kantam et al, N. Balakrishna et al. Generally, it requires more time, more cost, for supervision of each and every item produced. Therefore based on the sample information a decision of either acceptance or rejection of the lot is taken by adopting truncated probability failure distributions. Because, the ordinary acceptance sampling plan is usually expensive to implement. On the other hand, the experiment can be minimize the experimental cost by adopting acceptance sampling plans through the truncated probability failure distribution such as Exponential, Weibull, Half logistic Parato distribution and also it provides us more strict inspection of the product. Therefore the acceptance sampling plan has attracted to develop an acceptance sampling plan by using truncated Dagum probability distribution. The Dagum distribution is very flexible for modeling of life time of any product, and used for the life modeling in reliability analysis, life testing problems and acceptance sampling plans. The distribution has been experienced in many applications such as communication, engineering and life testing. For more details see D.D.Dyer and C.W.Whisenand and A.M. Polovko. Therefore, in this chapter we proposed an acceptance sampling plan procedure under the assumption that the variable under study distributed according to truncated Dagum distribution. Under this assumption, we determine probability of accepting of lot P (A), Dra00wing a OC-Curve and ARL's function. Finally we compared the results at different values of the parameter.
Vardeman.S, Di-ou Ray [9] was introduced CUSUM control charts under the restriction that the values are regard to quality is exponentially distributed. Further the phenomena under study is the occurrence of rate of rare events and the inter arrival times for a homogenous poison process are identically independently distributed exponential random variables.
Kakoty. S., Chakravaborthy A.B. [5] proposed CASP-CUSUM charts under the assumption that the variable under study follows a Truncated Normal Distribution. Generally truncated distributions are employed in many practical phenomena where there is a constraint on the lower and upper limits of the variable under study. For example, in the production engineering items, the sorting procedure eliminates items above or bellows designated tolerance limits. It is worthwhile to note that any continuous variable be first approximated as an exponential variable.
Muhammed Riaz, Nasir Abbas and Ronald J.M.M Does [7] proposed two Runs rules schemes for the CUSUM Charts. The performance of the CUSUM and EWMA Charts are compared with the usual CUSUM and weighted CUSUM, the first initial response CUSUM compared with usual EWMA Schemes. This comparison stated that the proposed schemes perform better for small and moderate shifts.
Lonnie. C. Vance, [6] consider Average Run Length of cumulative Sum Control Charts for controlling for normal means and to determine the parameters of a CUSUM Chart.To determine the parameters of CUSUM Chart the acceptable and rejectable quality levels along with the desired respective ARL's are consider.
Hawkins, D. M. [3] proposed a fast accurate approximation for ARL's of a CUSUM Control Charts. This approximation can be used to evaluate the ARL's for Specific parameter values and the out of control ARL's of location and scale CUSUM Charts.
Mohammed Akhtar. P and Sarma K.L.A.P [1] proposed an optimization of CASP-CUSUM Schemes based on truncated two parametric Gamma distribution and evaluate L (0) L' (O) and probability of Acceptance and also Optimized CASP-CUSUM Schemes based numerical results. In this study, we proposed acceptance sampling method based on the truncated Dagum distribution under the assumption that the variable under study distributed according to truncated Dagum distribution under this assumption we determined an appropriate measures for CUSUM schemes by using Lobatto Method of Integration. Thus it is more worthwhile to study some interesting characteristics of this distribution. The characteristics and applications of the Dagum distribution were discussed The Dagum Distribution is a continuous probability distribution defined over all positive real numbers. It is named after Camilo Dagum, who proposed it in a series of papers in the 1970s.
A continuous random variable X assuming non-negative values is said to have Dagum Distribution with parameters a, b, p > 0, its probability density function is given by:
The random variable X is said to follow a truncated Dagum Distribution as: 
CASP-CUSUM Schemes Based on Truncated Dagum Distribution using Lobatto integration Method
where B is the truncated point of the Dagum Distribution
II. Description Of The Plan And Type-C Oc Curve
Battie [2] has suggested the method for constructing the continuous acceptance sampling plans. The procedure, suggested by him consists of a chosen decision interval namely, "Return interval" with the length h', above the decision line is taken. We plot on the chart the sum
are distributed independently and k 1 is the reference value. If the sum lies in the area of normal chart, the product is accepted and if it lies of the return chart, then the product is rejected, subject to the following assumptions. 1.
When the recently plotted point on the chart touches the decision line, then the next point to be plotted at the maximum, i.e., h+h' 2.
When the decision line is reached or crossed from above, the next point on the chart is to be plotted from the baseline. When the CUSUM falls in the return chart, network or a change of specification may be employed rather than outright rejection. The procedure in brief is given below. 1. Start plotting the CUSUM at 0. 
3.
When h <S m < h+h' the product is rejected: when S m crossed h, i.e., when S m >h+h' and continue rejecting product until S m >h+h' return cumulative to h+h'
The type-C, OC function, which is defined as the probability of acceptance of an item as function of incoming quality, when sampling rate is same in acceptance and rejection regions. Then the probability of acceptance P (A) is given by
Where L (0) = Average Run Length in acceptance zone and L' (0) = Average Run Length in rejection zone.
Page E.S. [8] has introduced the formulae for L (0) and L' (0) as
Where P (0) =Probability for the test starting from zero on the normal chart, N (0) = ASN for the test starting from zero on the normal chart, P' (0) = Probability for the test on the return chart and N' (0) = ASN for the test on the return chart He further obtained integral equations for the quantities P (0), N (0), P' (0), N' (0) as follows: 
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and z is the distance of the starting of the test in the normal chart from zero.
III. METHOD OF SOLUTION
We first express the integral equation (2.4) in the form 
In the system of equations except F i , i= 0,1,2……………n are known and hence can be solved for F i , we solved the solved the system of equations by the method of Iteration.
For this we write the system (3. 
IV. Computation Of Arl's P (A)
We developed computer programs to solve these equations and we get the following results given in the Tables (4.1) to (4.17). 
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k = 6 h= .25 h'= .25 ======================================== B L(0) L'(0) P(A) ========================================
V. Numerical Results And Conclusions
At the hypothetical values of the parameters a,p,b, k 1 , h and h' given at the top of each table, we determine optimum truncated point B at which P (A) the probability of accepting an item is maximum and also (4.12) , it was observed that the value of L (0) and P (A) are increase as the value of truncated point decreases thus the truncated point of the random variable and the various parameters for CASP-CUSUM are related. 8. From table (4.13) to (4.14), it is observed that at the maximum level of probability of acceptance P (A) the truncated point B from 4.7 to 4.0 as the value of h changes from 0.25 to 0.50 9. From table (4.13) to (4.14), it is observed that the size of acceptance zone is changes from 1525239.875 to 1525278 thus the optimal truncated point and size of the acceptance zone are positively related. 10. From table 4.15 to 4.17, it is observed that at the maximum level of probability of acceptance P (A) the truncated point B from 6.7 to 6.0 as the value of h changes from 0.25 to 0.75 11. The various relations exhibited among the ARL's and Type-C OC Curves with the parameters of the CASP-CUSUM based on the above table (4.1) to (4.17) are observed from the following Table ( 5.1). 
